positioning a first fabric layer spaced from a second fabric lay^ to form opposing 
panel surfaces; 

fixing a foam core between at least a portion of said fabric/layers to form said 

panel; 

positioning at least one rigid point compressive load bearing member between 
portions of said foam core along areas of anticipated point oompression loading in a 
location to prevent compression of said foam core when ^point compressive load is 
applied to said point compressive load bearing members 



22. (Amended) The method according to claim 21 further comprising the step 
of selecting said point compressive load bearing member to be an elongated channel 
formed of a material selected from the group cons/sting of steel, aluminum and a metal 
alloy. 



^ease add the following clainis?/ 

37. (New) A method of forming h\ch strength panels suitable for use in 
applications requiring a capability to withstand point compression loading without 
deformation, comprising the steps of: 

positioning a first fabric layer spaced from a second fabric layer to form opposing 
panel surfaces; 

positioning a rigid point comp/essive load bearing member between said first and 
second fabric layers along areas of anticipated point compression loading; and 
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/ 

injecting a foam core between at least a portion of said first and sec^cind fabric 
layers to form said panel, wherein said rigid point compressive load beaping member 
prevents compression of said foam core when a point compressive IoskJ is applied to 
said point compressive load bearing member. / 

38. (New) The method according to claim 37 further c/mprising the step of 
injecting a foam core into said rigid point compressive load bearing member. 

39. (New) The method according to claim 37 further comprising the step of 
selecting said rigid point compressive load bearing member to be an elongated channel 
formed of a material selected from the group consistiyig of steel, aluminum and a metal 
alloy. / 

40. (New) A method for manufacturing a composite boat transom comprising 
the steps of: / 

positioning a first fabric layer spaced from a second fabric layer to form opposing 
transom surfaces; / 

positioning elongated rigid chanilei members between said first and second 
fabric layers aligned with locations /corresponding to areas of anticipated point 
compressive loading; and / 

injecting a foam core between said first and second fabric layers. 
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41. (New) The method according to claim 40 further comprising^he step of 

aligning said elongated rigid channel members with an anticipated locatio^r( of a bolt for 

/ 

an outboard motor bracket. 

42. (New) The method according to claim 41 further coirfprising the step of 
selecting said elongated rigid channel members to be formed of nietal. 

43. (New) The method according to claim 40 iurVr/er comprising the step of 
injecting said foam core within said rigid channel members./ 

44. (New) The method according to claim 40 further comprising the step of 
forming said first and second fabric layers to includ^abric flaps at a periphery of said 
composite transom. 

45. (New) The method according to y6laim 44 further comprising the step of 
positioning said composite transom to form part of a composite boat hull and laminating 
said exposed reinforcing fabric flaps into said composite boat hull. 



46. (New) The method acccirding to claim 40 wherein said injecting step 
further comprises causing said foam oore to penetrate at least partially into interstices of 
said fabric layer to bind said foam core to said fabric layers. 
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47. (New) A method for manufacturing a composite boat transom comprising 

the steps of: / 

/ 

positioning a first fabric layer spaced from a second fabric layer/to form opposing 
transom surfaces; / 

positioning elongated rigid channel members between said first and second 
fabric layers aligned with locations corresponding to areay of anticipated point 
compressive loading associated with an outboard motor bracket; 

injecting a foam core between said first and second fabric layers; and 

causing said foam core to penetrate at least partially /nto interstices of said fabric 
layers to bind said foam core to said fabric layers / 

48. (New) The method according to claim 47 further comprising the step of 
selecting said elongated rigid channel members to be formed of metal. 

49. (New) The method according to claim 48 further comprising the step of 
injecting said foam core within said rigid channe/members. 

50. (New) The method according to/claim 47 further comprising the step of 
forming said first and second fabric layers to include fabric flaps at a periphery of said 
composite transom. / 
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